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BACKGROUND

The increased use of composites on Naval aircraft and the need to repair these components al
field locations has created a requirement for an ambient storage adhesive. Drawbacks of currently
available materials include a need for refrigerated storage. short shelf lives even at 0 F and failure to
meet mechanical and thermal property requirements (1). The primary goal of this program is to develop
a two-part liquid adhesive which can easily be used in a field repair situation. The requirements of the
adhesive would typically be: ambient storage for at least 1 year. short time low temperature cure.
vacuum bag pressure consolidation, service use between -65'F and 220'F. and mechanical properties
similar to state of the art adhesives.

An adhesive meeting most of these requirements was formulated under contract by Northrop Corp
(2). The adhesive consisted of a diglycidal ether of bisphenol A (DGEBA) type epoxy. Epon 828.
toughened with carboxy terminated butadiene nitrile rubber, (CTBN). and cured with a cycloaliphatic
diamine, diamino dicycohexyl methane (PACM-20). The adhesive possessed ambient storage capability.
environmental durabiiity and the required mechanical properties. A cure cycle of 1 hour at 300 F was
used to provide thermal stability in the system.

This adhesive was subsequently used in full scale repair demonstrations. In these tests the
adhesive was used to bond a composite patch to a composite laminate. The repair was performed wit-
vacuum bag pressure and a heating blanket. Testing of these repair specimens showed that the
bondlines had a high void content. The large number and size of the voids limited the structural integrity
of the repair. A process modeling study was initiated to investigate the cause of this voiding

The processing study involved the develooment of a theoretical model of adhesive flow during cure
(3). This study showed that when sufficient moisture is present in the adhesive, either from the adhesive
or from diffusion from wet substrates during cure. the factor controlling void formation is the hydrostatic
pressure of the fluid in the bondline. Figure 1 illustrates the case studied. Here an external pressure.
Pa. is applied to a patch while the edge of the patch is exposed to a pressure. Po. If an external load is
used the external pressure, Pa. will be atmospheric pressure. plus the mechanical load divided by the
patch area and the edge pressure Po. will be atmospheric pressure. For a repair carried out in a
vacuum bag. the external pressure will be atmospheric, while the edge pressure will be the vacuum bag
pressure (close to zero). In order to achieve equilibrium, adhesive will flow from the center of the patch
toward the edge. This produces a hydrostatic pressure gradient in the adhesive. It was shown that for a
long thin rectangular patch. adhesive flowed from a peak pressure at the center of 3 2 (Pa-Po) to the
edge. The pressure Px at a distance x from the center line is given by Equation 1.

P, - P 0 6 dz [x _ X2]

Z2  dt L4 J

Where Z is the bondline thickness at time t, when I is the viscosity of the adhesive and Xo is the
width of the patch. This pressure distribution does not change with time until the bondline thickness
becomes comparable with the surface roughness. At this point local hydrostatic pressure gradients exist
between adhesive sites adjacent to high and low spots on the roughened surface. In the limit, the patch
comes to rest on these high spots. The pressure on the patch is distributed through the points of
contact leaving the surrounding area at low pressure. In the low pressure areas volatilization of wale'
becomes possible as the temperature is increased.
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In order to prevent the volatilization of water during the cure. the hydrostatic pressure in the fluid
must be maintained as high as possible until gelation occurs. This means that the patcn must bc
prevented from settling onto the substrate surface or from being supported by scrims or fillers in the
adhesive. An ideal adhesive according to the model would have a low gel temperature (below 1000C).
and a relatively high viscosity, in excess of 100 poise throughout the cure cycle. Rheometrics data for
the adhesive formulated at Northrop showed that the material gelled at approximately 900C with a
minimum viscosity of 4 poise (Fig. 2).

At this point an effort was initiated to increase the minimum viscosity of the adhesive from 4 to 100
poise. Several methods of increasing the viscosity were evaluated including holding the adhesive at a
low pressure until the viscosity increased through reaction, adding a filler to increase viscosity, and
adducting each or both parts of the adhesive. Adducting is a process in which a small amount of each
component is pre-reacted with the other component at elevated temperature. The result is a higher
viscosity adhesive with mechanical properties similar to the original adhesive. The viscosity of the
adducted components can be controlled by the ratio of resin and curing agent used to make the adduct.
Aaucting proved to be the best method for increasing the viscosity since it did not effect mechanical
properties and did not require the operator to continuously monitor the cure.

EXPERIMENTAL

The first adducted adhesives were made by mixing 80 grams of EPON 828. 18 grams CTBN and
between .28 and 3.4 grams of PACM-20. The mixture was heated to 160°C at which time .2 grams of
triphenyl phosphene was added. The mixture was then heated to 170°C and held for 1 hour. The curing
agent adducts were made by mixing 100 grams of PACM-20 with between 1 and 12 grams of the
828-CTBN mixture. This adduct was allowed to react overniqht at room temperature. A second set of
adducted adhesives was made by mixing 80 grams or DER-332 with 18 grams of CTBN heating to
1600C and adding .2 grams of triphenal phosphene. The mixture was heated to 170°C and held for 1
hour. After the hold 1.67 grams of Amicure PACM were added and the mixture held at 1700C for 1
hour. The curing agent or B side adducts were made by mixing 23. 27 and 32 grams of 332 with 100
grams of Amicure PACM. The hardener adducts were heated at 1200 C for 1 hour to complete the
reaction. The viscosities of these adducts was measured using a Brookfield Viscometer.

After evaluation of the data from the first 2 adducted adhesive sets a third adduct was made. The A
side of this adduct contained 80 grams of 332 and 18 grams of CTBN. This mixture was heated to
160 0C, .2 grams of triphenyl phosphene were added and heating continued to 1700C. After 1 hour hold
at 1700C. 1.67 grams of Amicure PACM were added. The B side adduct was made by mixing 340
grams of Amicure PACM with 100 grams of 332. The mixture was heated to 1200C and held for 1 hour

The physical and mechanical properties of this adduct were fully characterized. Brookfield model
RVTDV-1 1 and a Rheometrics model RD57700 viscometers were used to determine the viscosities of
the unmixed and mixed adhesive. Rheometrics were run at 2°C/min heatup rate to simulate a cure
cycle. Castings of the adhesive were made to determine the glass transition temperature of dry and
saturated adhesive. Samples were run at 1 00 C/min on a DuPont 982 Dynamic Mechanical Analyzer. A
Du Pont 911 Differential Scanning Calorimeter was used to measure the size of the cure exotherm and
the temperature of the peak of reaction.

The mechanical properties of the adducted adhesives were determined from single, double, and
thick adherend lap sheer testing (ASTM-D-1000,ASTM-D-3983). Floating roller peel (ASTM 3167) and
climbing drum peel (ASTM D1781) testing were also performed. All testing was performed at room
temperature, 1040C and 104OC/wet. Wet samples were exposed for 30 days in a humidity chamber at
95% RH and 600C. Static and dynamic durability testing (ASTM D2912) was also performed. In this test,
specimens were loaded to 1500 PSI in a humidity chamber set at 95% RH and 600C. The dynamic

2
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specimens were loaded for 50 minutes and unloaded for 10 minutes. Static specimens were exposed
for 90 days; the dynamic samples for 2100 hours.

In addition to coupon testing. full scale repairs were conducted. An 8-ply woven quaslisotropic
patch was bonded over a 2 inch hole in a 50/40/10 24-ply graphite/epoxy laminate. Seven specimens
were prepared. Six of the 24 ply laminates were saturated to a 1% moisture level before the patches
were bonded. Two specimens were tested at room temperature, two at 1040C dry and two at 104'C
after 30 days in humidity chamber. The seventh laminate was repaired without moisturizing and tested at
room temperature. After laboratory demonstration of the adhesive performance, the adhesive was
provided to NARF, Cherry Point MCAS for field evaluation.

RESULTS AND DISCUSSION

Since there was no information on the level of adducting required to produce an adhesive with a
minimum viscosity of 100 poise, the first set of adducted adhesives were formulated to evaluate the
range of viscosities possible. The physical and mechanical properties were measured to determine the
effect of adducting on adhesive response. This set of adducts was made by mixing equal weight
percentages (1-12%) of resin and curing agent with the respective components. Viscosity of the resin
and curing agent as well as the minimum viscosity as measured by Brookfield viscometer is given in
TABLE 1 for the 1.7 (6%) to 2.55 (9%) adducts (of both adhesive parts). Adduct formulations below 61c
had minimum viscosities well below 100 poise and were eliminted from further evaluation. Adducts
above 9% had such high viscosities that they were difficult to mix. These adducts were eliminated at this
time. Adhesive formulations between 6 and 9% were used to bond lap shear and peel specimens.
Testing was performed at room termperature and 1040C. Results of coupon testing showed that there
was no degradation of mechanical properties of the adhesive due to adducting (TABLE 2). The adhesive
adducts in the 6 to 9% range met the viscosity and mechanical property requirements of the program.
One problem that was encountered during evaluation was that the order of magnitude of difference in
viscosity between adducted resin and curing agent components made the adhesive difficult to mix. At
this time a second set of adducts were made in an effort to increase the viscosity of the curing agent to
the same level as the resin. These curing agents adducts incorporated much more of the resin than had
been done previously. The levels examined were 23, 27 and 32 percent respectively. This information
was used to determine the adduct ratio needed to produce a curing agent with the same viscosity as
that of the resin. The data were plotted as shown in Figure 3, and the composition required was
determined by interpolation.

The third adducted adhesive produced contained 1.67 grams of PACM and had a viscosity of 1500
poise. For a resin with a viscosity of 1500 poise, the required adduct ratio for the B side adduct was
29.5 grams resin in the 100 grams of curing agent. Rheometrics viscosity determinations were made on
mixed adhesive samples heated at 2°C/minute. A typical viscosity profile of the adducted adhesive
(Fig. 4) shows a mixed viscosity of 1000 poise dropping to a minimum of 98 poise at 700C.

Several batches of adduted adhesvie were made containing 80 grams of DER 332, 18 grams of
CTBN and .2 grams of triphenyl phosphene. The resin and rubber are mixed and heated to 1600C at
which time the triphenyl phosphene catalyst was added. The mixture was heated to 1700C and held for
1 hour. After 1 hour at 1700C, 1.67 grams of amicure PACM are added and reacted for 1 additional
hour, The B side adduct is made by mixing 100 grams of Amicure PACM with 29.5 grams of DER 332.
The mixture is heated to 1200C and reacted for 1 hour. The A and B sides are mixed in the ratio of 100
parts A to 38.4 parts B. All physical and mechanical testing of the adhesive were performed with the
formula and mix ratio.

Differential Scanning Calorimetry (SC) was used to determine the size of the cure exotherm and
the peak temperature of the reaction. A typical DSC plot is given in Figure 5. The cure exotherm is 178

3
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J gm with a peak at 82.5°C. Dynamic Mechanical Analysis (DMA) of a dry and wet adhesive sample are
shown in Figures 6 and 7. The adhesive has a dry glass transition temperature (Tg) of 160'C and a we:
Tg of 1480C.

The results of coupon testing are summarized in Table 3. Single, double and thick adherend lap
shear as well as peel and durability testing were performed. Single lap shear data for three batches of
material are shown. The thick adherend lap shear strength, strain, and modulus are comparable to state
of the art film adhesives. The toughness as evidenced by the peel resistance is high at all test
temperatures. The static and dynamic durability testing exceeded the requirements. This adhesive met all
of the requirements of MIL-A-85705 (Adhesive for Aircraft Repair).

The results of the full scale testing are given in Table 4. In all cases the repairs restored at least
5300 pin/in strain to the laminate. All of the repairs provided a wide margin of safety over the required
4000 pin/in strain. Microscopic examination of the bondlines showed no evidence of voiding. In addition
to the physical and mechanical property testing the adhesive has been used in several composite repair
demonstrations.

In addition to the laboratory testing performed at NADC, field evaluations of the adhesive were
performed at Cherry Point. Repairs were made to graphite epoxy parts at Cherry Point MCAS by Marine
Corps personnel as part of the Composite Repair Training Course. These repairs were ultrasonically
inspected and sectioned to evaluate bondline quality. No evidence of voiding was found.

The adhesive was also used in the AV-8B Horizontal Stabilizer Life Assurance Program (4). In this
program a precured and a B staged patch were bonded to a damaged and moisturized AV-8B stabilizer
(Figures 8 and 9). The stabilizer was then fatigued for 6 life times. As a final test the stabilizer was
subject to critical reversed loading until failure. Failure occurred at 2700%o of design limit load. The failure
did not initiate at either of the bonded repairs.

44
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SUMMARY

The strength, durability, storability, processability and field adaptability of the NADC adhesive have
been thorougly demonstrated, and its stress-strain behavior has been well characterized. This adhesive
owntains 80 grams of DER 332, 18 grams CTBN and .2 grams triphenyl phosphene. This mixture is
reacted at 1700C for 1 hour. After reaction 1.67 grams of Amicure PACM were added and reacted for 1
hour. The B side adduct was made by recting 29.5 grams of DER 332 with 100 grams of Amicure
PACM. Representative repairs have been successfully fabricated using the adducted adhesive system.
Under structural evaluation the adhesive provided comfortable margins of safety for field process
variability. Field evaluations have demonstrated the safe aplication of bonded patches under field
conditions using existing ground support equiment and maintenance personnel.

The adhesive has been qualified to military specification MIL-A-85705 Adhesive, Aircraft for Structural
Repair and has been approved for use on the AV-8B aircraft as a structural repair adhesive.
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TABLE 1

VISCOSITY OF ADDUCT SETS 1 AND 2

SET 1

Adduct Viscosity (poise) Viscosity (poise
Weight %(A Side) (B Sloe

6 4700 130

7 6450 420

8 7900 1200

9 11200 2900

SET 2
Adduci Viscosity (poise)

Weightc (B Sidei

23 18C

27 530

32 3300

7
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TABLE 2

MECHANICAL PROPERTIES OF ADDUCT SET 1

Single Lap Shear

Adduct Room
Weight 0. Temperature 104C

0 4900 psi 2870 psi

1 .7 4750 psi 3800 ,)s

2.0 4600 psi 3640 psi

2.25 4400 psi

2.5 4610 psi 3580 psi

Peel

Adduct Room
Weight Temperature

0 24 pi.

1.7 34 piv.

2.0 32 pm~

2.25 35 pnAW

2.5 34 piw

8
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TABLE 3

MECHANICAL PROPERTIES OF ADDUCTED NADC ADHESIVE

LAP SHEAR STRENGTH BELL PEEL

ROOM 1040C 1040C - 550C ROOM 104"C 104cC
TEMP DRY WET DRY TEMP DRY WET

(psi) (psi) (psi) (piw) (pw') (piw) (pw)

Batch 1 46.8 35.7 30.6 28.1
4770 3585 2522

Batch 2
5140 3620 3440

Batch 4
5470 3860 2600

DURABILITY

THICK ADHEREND LAP SHEAR STATIC: 1500 psi. 140'F. 100- R h
2100 hours with no faiiure

ROOM 104'C 104-C
TEMP DRY WET DYNAMIC: 1500 ps 140 0;: . 100-% R H

300 cycles (one cyc'e 5C rn;
STRENGTH on. 10 mins off) wimtn no

(psi (ps, t (ps faiures

5023 3980 3430

STRAIN DOUBLE LAP SHEAR
0.47 1.28 092

ROOM 1040C 104cC
MODULUS TEMP WET

(psi) (psil (ps (psi) (psi) (psi;

91000 44300 35500 5500 3100 230C

9
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Table 4

FULL SCALE TEST RESULTS FOR NADC ADHESIVE

Repair of a 2 inch hole in a 24 ply (50 40 10) laminate using an 8 ply quasiisotropic DMHDA patch.

Repair of a dry laminate tested at room emperature
far field strain 6700 micro in in

Repair of a moisturized laminate tested at room temperature
far field strain 5540 micro in in

Repair of a moisturized laminate tested at room temperature
far field strain 7000 micro in in

Repair of a moisturized laminate tested at 220'F
far field sirain 5320 micro in in

Repair of a moisturized laminate tested at 220F
far field strain 5880 micro in in

Repair of a moisturized laminate tested at 220-F after exposure to 48 days at 160 F and 95% RH
far field strain 6570 micro in in

Repair of a moisturized laminate tested at 220 F after exposure to 63 days at 160 F and 95 - RH

far field strain 6580 micro in in

10



NADC-88072-60

-C

C

I i
all



NADC-88072 -60

0

4 44q

q q 4
Z 4 4

4i °

4 4

oZ

44 4 4

4 4 4

444 4 12

4 4 4



NADC-88072-60

3600

3400

320C

3000

2800

2600

2400

2200

LU 2000
0
0
CL 1800

0 1600 . Adduct Ratio for 1500 Poise

> 400

1200

1000

80

600

400

200

, J J g ! * i I *

40 80 120 160 200 240 280 320 360 400 440 480

Grams PACM 100 grams resin

Figure 3. B Side Viscosity

13



NADC-88072-60

0

04 0
* 4 0
* 4 0

0 4 0
* 4 0

* 40
* 40

* 40* a
* 0404

* 04 '.'
* 0 4

* 0 4 C\J
* 0 4

0 0 4
0 0 4

0 0 4 V

0 0
0 0

0 0 4 I
0 0 4
0 0 4

0*!
0 0
0 0 I U0

0 0
0 0
0 0

z

* 0 U,
0 0 0

* 0
* U I~ U,

9 04* 00 0 4
* 0
0 0

* 0
* 0 4
* 0 Li..

0 0
0 0 4

* 0
* 0 4

0 0 4

r 0 0 4

0 0 4
* 0 40 0 4 F* 0 40 0 4

* 0 4
0 0 4

* 0 4
0 0 4

* 0 4
O 0 4
* 0 4
* 0 4 1w

* 0
* 0 4

,.~uuuJ I r1 11 11 ' I"''''' * InrIlly * ~0*IUII I ~Vfl

w
a

14



NADC-88072-60

C

c

CDC in"

4 E
CD

.Mf') '01 4 0H1~ 15

2 0

044

I

I I I I I I I I I I I I



NADC-88072-60

9 U=j r .... "

N g

N

CD

0 clii
€ r

C-

0<

I U

ta L -

:~ Y to V -----

16 I I(( 0 d9) °50"1°O1S *IeU°.i}B° L-)

16



NADC-88072-60

tri

IL-

0 -~L

0 0

MID inuJ)iso- E-3

17



NADC-88072-60

wu

(J ad

w z Cc
OL c

0~

IL .4 z~

Zq

a C6

z: -- --- -- U

180



NADC-88072-60

ar
'cc
3-C

Uc

0

0 41)

x

~i1A
-to

ci19



NADC-88072-60

DISTRIBUTION LIST (Continued)
No. of Copies

Grumman Aircraft Sys. Div................ .................................. 1
John Mahon
Principal Engineer
MIS. A04-01 2
Bethpage, NY 11714-3582

Mark Forte ............................................................. 1
AFWAL/MLSE
Wright Patterson AFB
Ohio 45433

J. Dixon ............................................................... 1
NAD Jacksonville
Code 343
Jacksonville, FL

Robert Stone............................................................ 1
Lochheed California co.
Burbank, CA 91520

J. Hollis ...................................................................... 1
Northrop Corp.
Dept. L01l1/1iN
8900 E. Washington Blvd.
Pico Rivera, CA 90660

Naval Air Development Center................................ .............. 14
Code 60432 (2 Copies)
Code 8 131 (2 Copies)
Code 6064 (10 Copies)

Defense Technical Information Center ......................................... 2
ATTN: DTIC-FDAB
Cameron Station BG5
Alexandria, VA 22304-6145

Center for Naval Analyses ........................................ 1
4401 Fort Ave.
Box 16268
Alexandria, VA 22302-0268



NADC-88072-60

DISTRIBUTION LIST(Continued

No of Copes

R ockw ell International-N A A O ..................................................... .......
Robert Curboy
B-1B Project Mgr
HQ 15 AF LGMB
March AFB. CA 92518-5000

A m e rica n A irlin e s ...................... ..... ...... ....... .. ... ...
James Epperson
Structures Engineer
Box 51009, M S 547
Tulsa. OK 74151

McDonnell Douglas Corp ...................
John Feldmann
Engineer Strength
Box 516, B-270E. L-4. M S 99
St. Louis. MO 63166

Kaman Corporation ...............
Steven Fridlich
Engineer
Old Windsor Rd. M S D437 B2
Bloomfield. CT 06002-0002

D ouglas A ircraft ................. .....
John Hari-Smith
M S 36-90
Long Beach. CA 90846

Boeing Vertol C o ....................... ....... ...
Morton Kushner
Dir Tech V22
Box 16858. M S P24-22
Philadelphia. PA 19142-0858

Naval Air Rework Facility ................................
J. Fuss
Aerospace Engr
PSC 5030. Bldg 137. S9. MCA5
Cherry Point. NC 28533-5030

D exter H ysol A erospace ........................... .......... . ......
David Klapprott
R&D Group Manager
2850 Willow Pass Road
Pittsburg, CA 94565



NADC-88072-60

DISTRIBUTION LIST(Continued)

Nc o' Copres

McDonnell Douglas Research Laboratories ......... .... ........ ... .....
P.O. Box 516
St. Louis, MO 63166

Dr. J. Carpenter
Dr. C. Wolf

Douglas Aircraft Com pany ............. ................... .. ..
Vincent Bailey
Engineer, Mfg. R & D
3855 Lakewood Blvd. M S 1-22
Long Beach. CA 90846

Abaris .... ............ .. ..............
Margie Becker
Director
PO Box 1190
Verdi. NV 89431

US Air Force.........
Lt. M. Carteaux
AFWAL FIBAC
WPAFB. OH 45433

Lockheed-Georgia Company ........... ...
Eric Caplan
Scientist Associate
86 S. Cobb Dr. Z 319. D 72-53
Marietta, GA 30063-0001

M cD onnell A ircraft C o .............. .. ......... .... ..... ..
William Carrier
Senior Engi
Box 516. MS B66 Li P B-3
St. Louis. MO 63166-0516

E. I. DuPont DeNem ours ................ ..........
Richard Cornelia
Research Associate
Chestnut Run - Bldg 702
Wilmington. DE 19398-0001

G eneral Dynam ics C onvair ................... ....................... .
Jeff Collins
Engineer
Box 85357. M S C6-2610
San Diego. CA 92138



NADC-88072-60

DISTRIBUTION LIST(Continued

No of Copie4

B o e in g A e ro s p a c e . . . . . . . . . . . . . . . .. . . . . . . . . . . . . . . . . .. . .. ... . .. . . . . . . . . . . . . . . . . . . . . . ..
Don Sekits
M & P Ifgr
Box 39£ . MS 3305
Seattle. WA 98124-2207

Federal A viation A dm inistration ..........................................................
Joe Soderquist
National Resource Specialist
800 Independence SW
Washington. D.C. 20591

A m erican C yanam id C om pany .................................................
Warren Steinmetz
Research Chemist
Old Post Road
Havre de Grace. MD 21078

D ow C hem ical Co .... .. . .. ... .. .........
Gregory Stevens
Research Leader
Bldg 1712
Midland. MI 48674

B e ll H e lic o p te r . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . .. . . . . . .
Keith Stevenson
Manager
Box 482. M S 12 Dept 81
Ft Worth. TX 76101

M cD onnell D ouglas A ircraft ............... ..............................
J. C. Watson
Branch Chief
Box 516. MS 32 3 302
St Louis. MO 63166-0516

N A SA H eadquarters .......... ................................... ..
600 Independence Ave., S.W.
Washington, DC 20546
Code RV-2

Boeing Aerospace Com pany ......................................... ... . ... ...
P.O. Box 3999
Seattle. WA 98124
Attn: C. Sheppard



NADC-88072-60

DISTRIBUTION LIST(Continued)

No of Copies

Air Force System s C om m and ........................ ..... .... .. ..........
AFSC DLZ - S. Dickinson
Andrews AFB. DC 20334

N aval A ir R ew ork Facility ......................................
Jay Meyers
Aerospace Engr
PSC 5030. Bldg 137. S9. MCA5
Cherry Point. NC 28533-5030

Delta Air Lines .............................. ...
Michael Matthews
Engineer
Harlsfield Atlanta Intnl Airport
Atlanta. GA 30320-0000

A ir F o rc e . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . .
Laura Maxwell
Mechanical Engr
SA-ALC MMETM
Kelly AFB. TX 78241-5000

M cC ann M anufacturing Co. Inc . ...... ....... ................ .... ..
John McCann. Jr.
President
P.O. Box 429. Route 14A
Oneco. CT 06373

N A R F N o ris . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . ... . .
Douglas Perl
Matl Engineer
M S 34130. Bldg 341
San Diego. CA 92135

U S A ir F o rc e . . . . . . . . .. . . . . . . . . . .. . . . . . .. . . .. . . . . . . . . . . . . . . . .... . . .. . . . ....
Theodore Reinhart
Chief. Mtls Engrg
AFWAL'MLSE
WPAFB. OH 45433-6533

A ir F o rc e . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . .... . . . . . .
Weldon Scardino
Engineer
AFWAL'MLSE (AFWAL GLXM)
WPAFB. OH 45433-6533



NADC-88072-60

DISTRIBUTION LIST

Report No, NADC-88072-60

No. of Copies
Office of Naval Technology ................ ...
Code ONT 22. 23. 225
800 N. Quincy Street
Arlington. VA 22217

Naval Air Systems Command .................... ................
Code AIR-5304. 931, 931A
Washington. DC 20361

Office of Naval Research .......................
Code 1113. 1131. 1141. 1141MB
800 N, Quincy Street
Arlington, VA 22217

Naval Research Laboratory ......................
Code 6100. 6190. 6504
Washington. DC 20375

Commander ................................
Naval Warfare Weapons Center
Code R301. R477-4
Silver Springs. MD 20910

C o m m a n d e r . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . .
David Taylor Naval Ships R&D Center
Code 2841
Annapolis, MD

U .S . Arm y Research O ffice .....................................................
Materials Biological Science Division
Box CM, Duke Station
Durham, NC 27706

U .S . A rm y N atick R D& E C enter ....................................... ............ ......
Code STRNC-YEP
Natick, MA 01760

U.S. Army RD Center ...
Bldg. 521, J. Osterman
Fort Detrick
Frederick, MD 21701

Air Force Office of Scientific Research .................................................
Code NC - A. Matuszko
Boiling AFB. DC 20332


